The article deals with the influence of the sensing touch on the deviation of circularity on the WENZEL LH 65 X3M on 3D machining and using the Metrosoft QUARTIZ R6 software at the VŠB-TU Ostrava Laboratory, Faculty of Mechanical Engineering, Department of Machining, Assembly and engineering metrology. The aim was to analyze the influence of individual sensors on the different lengths of the pin and the diameter of the sensing metod on the accuracy of the measurement of the variance of the circularity.
INTRODUCTION
Circularity is part of the most watched parameters of rotating components. This is associated with inequality, due to a common impact on the life and safety of the facility. The experiment is the size of the sensing sensor for circular changes, the difference between the point and scan method of measurement. These methods have a different number of scanned points.
Detailed knowledge of the profile shape is necessary to evaluate the circular variations. With the increasing number of scanned points, the measured element is more similar to the actual element.
THE FORMATION ROUNDNESS OF DEVIATION
In general, the dependence of the workpiece, tool and material used. The machining of the material itself imparts vibrations that are transferred to the machined material during rotational movements. The vibrations are transferred to a form called waviness. Waviness is included in circularity, possibly eliminated by filtration. Other unwanted phenomena that support circularity deviations are machining centers with a poorly balancedwear-deformed shaft axis. The influences that create and bring about the variation in circularity are many.
Figure 1. Profile of roundness [2]

METHOD OF MEASURING ROUNDNESS OF DEVIA-TIONS
The trend of today's time is to shorten the measurement time and thus limit the number of changes to the device. Each clamp introduces an error. The aim is to achieve the smallest possible number of clamping to measure the complex. The multifunctionality of the measuring devices is a decisive factor here. Coordinate measuring machines can be specially adapted to measure rotating surfaces. Deviation of circularity is measured in a plane perpendicular to the axis of the component being measured. They are always determined to the reference plane. There are two methods of measurement, a point method, or a scan method.
Figure 2. Measuring probe 1001
The measured values of the actual component profile are compared with the reference circles. The reference circle is defined by ISO 4291: 1995 as the circle bound to the circularity profile in accordance with the specific properties of the deviations of the circularity as well as the circular parameters given [4, 5] .
"Results of roundness measuring are affection by next factors: number of measuring points, distribution of points and choice assembling element. Standard ISO 6318 provides next four assembling elements: Least Square Circle (LSC), Minimal Circumscribed Circle (MCC), Maximal Inscribed Circle (MIC), and Minimum Zone Circles (MZC)". [5, 6] The circularity variations were measured in the plane of the cut z = 8 mm from the upper plane of the measured pcomponent ø 37.50 mm. Evaluation using the LSC reference circle. Cuts were evaluated by scanning and contacts metods. The contacts method includes a 32-point circle circumference. For each scan sensors , the 
COORDINATE MEASURING MACHINE
Coordinate measuring machines have been developing since the 1950s to measure the dimensions, shapes, and plane positions. The first ideology of these machines was the majority of processing for the measurement of complex parts for the automotive and aviation industry. The principle of these machines is any chosen space in the space, the coordinates X, Y, Z are determined.
The principle of measurement and evaluation of the result is a comparison, which can be done using a CAD model in a 3D simulation or drawing documentation. The evaluation of the measured values results from the comparison of two values, the reference standard value (this is the nominal dimension in the drawing / CAD) to the actual measured value (the measured value of the component). The measurement results can be evaluated in graphical or data form, this form of the protocol is determined by the customer. 
EXPERIMENTAL WORK
The experimental section contains 60 measurements. Which are divided into two methods, contact and scan. Each method is composed of 3 touches see (Table 1) . Every touch probe has a different diameter. The plane of measurement is equal to z = 8 mm from the upper plane. The tolerance field was set to 0.02 mm. No measurement exceeded the criterion. Values are in millions of millimeters. The nearest to the boundary of the tolerance field was 3001 in spot mode, when measured in the fourth measurement, the deviation of the circle was 0.0073 mm measured. It can be considered the least accurate.
The graphical evaluation suggests that the contact method has greater inaccuracies when measuring circularity deviations than the scanning method. At first glance, there are very obvious differences between the measured values, there are differences between the scoring method and scanning more than 0.0050 mm. When measuring the scanning method, the lowest was measured with the 2001 probe at the fifth measurement, when a 0.0028 mm deviation of the circularity was measured. The most accurate measurement of the scanning mode was with 1001 at once twice, the first and fourth measurements were 0.0008 mm deviation of circularity. 
CONCLUSION
In the contact method, when the experimental part was measured, it was found that the 3001 was the least suitable, its circularity variation was ΔZ = 0,0057 [mm], it is very high values and its span were used. Great importance in measuring geometry has: diameter, diameter, and stem length. From the thesis there is an evaluation, the contact method for the measurement of the deviations of the sphericity at 32-point scanning has up to three times the deviations from the circularity than the scanning method with 21921 points, in practice it means that the contracting authority requires the most accurate measurement (μm). In the case of deviations of circularity in decimal order, it is time consuming and more economical to use the contact method. It always depends on the prescribed tolerance.
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